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Description 

[0001 ] This invention relates generally to a joint, a laminate, and a method of preparing the surface of a nickel-titanium 
alloy member for bonding to another layer of metal and, electiveiy, to similar or dissimilar members. 

5 [0002] A problem in bonding to nickel-titanium alloys such as Nitinol is that as the alloy is heated, desirable properties 
such as shape memory or superelasticity are commonly destroyed or severely degraded as the alloy is heated through 
its annealing temperature range. The loss of these desirable properties is also a function of the size and shape of the 
alloy member, as well as the time period and temperature of the applied heat. In medical applications, nickel-titanium 
alloy wires are commonly used to form baskets, filters, and the like that are percutaneously introduced into the patient 

io with an introducer catheter or sheath. When the nickel-titanium wire is welded or brazed, the shape memory or supere- 
lastic properties are typically destroyed or severely degraded. As a result, other attachment means are utilized such as 
a short length of stainless steel cannula being typically crimped to attach a nickel-titanium wire to itself or another 
device component, which undesirably stiffens the overall device and contributes to its overall bulk. 
[0003] As suggested, one prior art technique for bonding two or more metallic members together is welding, in which 

is the members are heated to their melting points and deformed. The annealing temperature of nickel-titanium alloys such 
as Nrtinol ranges from 1 77 to 51 0°C (350 degrees to 950 degrees Fahrenheit) depending on the time period that a par- 
ticular temperature is applied. Since the annealing temperature range is well below the typical 1288°C (2350 degree 
Fahrenheit) melting temperature of Nitinol, welding nickel-titanium alloy wires clearly destroys the desirable shape 
memory and superelastic properties of the alloy particularly at the weld joint. 

20 [0004] Another prior art technique for bonding two or more metallic members is brazing, in which a bonding material 
is typically heated above 425 degrees Celsius (797 degrees Fahrenheit) but below the melting temperature of the 
metallic members. However, brazing normally exceeds the annealing temperatures of nickel-titanium alloys, and as a 
result, desirable shape memory and superelastic properties are, again, typically destroyed or severely degraded. 
[0005] Another bonding technique that utilizes even lower temperatures is soldering. Soldering utilizes a solder mate- 

25 rial typically having a melting point below 425 degrees Celsius. The melting point of the solder material is a function of 
the proportional weights of the constituent metals. Although melting temperatures of solder materials are somewhat 
lower, soldering may also destroy or severely degrade desirable characteristic properties of the nickel -titanium alloy 
member if the activation temperature of the soldering flux and the melting temperature of the solder material are too 
high. 

30 [0006] Another problem with soldering to nickel -titanium alloys such as Nitinol is that these alloys readily form an outer 
layer of titanium oxide which prevents fluxes from wetting and solder material from flowing on the surface to. form a 
good metallic bond or joint. The oxidation also contaminates and weakens the joint. One solution to the oxidation layer 
problem is the addition of one or more layers of an interface material for adhering both to the nickel-titanium alloy mem- 
ber surface and the bonding material. Several techniques for depositing these interface layers include electroplating or 

35 applying compounds, solutions, powders, or fluxes to the nickel-titanium alloy member surface. However, many of these 
techniques also present the same previously described heat problem. Another problem with adding these interface lay- 
ers is that the plated surface may not have the same desirable characteristic properties as the nickel-titanium alloy 
member. In the case of Nitinol, a nickel-plated surface exhibits local loss of flexibility and increased tendency to crack 
or flake when the member is flexed. 

40 [0007] Prior to applying a material or adding interface layers to the surface of a nickel-titanium alloy member, contam- 
inants such as titanium oxide must be removed. One solution for removing contaminants is the application of a cleaning 
fluid or flux. Here again, the flux must have an activation temperature lower than a particular annealing temperature of 
the nickel-titanium alloy for preventing destruction and degradation of desirable characteristic properties. Traditional 
fluxes that remove the titanium oxide from the surface of nickel-titanium alloys have activation temperatures typically 

45 above the nominal annealing temperature of the alloy. Again, the use of these fluxes destroys or severely degrades the 
superelasticity or shape memory properties of the alloy as the nominal annealing temperature is approached. Other 
mechanical solutions for removing contamination are sanding, grinding, scraping, or applying an abrasive paste to the 
surface of the alloy. Ultrasonic cleaning is also available to shake oxidation particles free from the alloy surface. Physi- 
cally removing oxidation, however, typically leaves a residue to contaminate the metallic bond. 

so [0008] Still another problem with nickel-titanium alloys is that a clean surface oxidizes rapidly, even within fractions of 
a second when exposed to air. To prevent recurrent oxidation and contamination, gas atmosphere reduction may be uti- 
lized in which a nonoxidizing or inert gas is provided during the bonding process. Of course, the contaminants must also 
be removed in a nonoxidizing environment. A disadvantage of this technique is the use of an evacuation or vacuum 
chamber. 

55 [0009] E P-A-51 5078 discloses a method of preparing a surface of a nickel-titanium alloy member for bonding another 
metal thereto, the method comprising the steps of applying to the member a flux having an activation temperature below 
a predetermined annealing temperature of the alloy member, the flux having a composition suitable for removing a con- 
taminant from the member surface, and for further removing portions of titanium from the member surface by substitu- 
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tion thereof by metal or metals from the flux, and removing with the flux the contaminant and the substituted titanium 

from the member surface, the flux comprising: SnCI 2 , ZnCI 2 , hydrofluoric acid and ethanolamine. 

[0010] According to the present invention, there is provided a method as defined in claim 1 . 

[0011] A new method for preparing the surface of a nickel-titanium alloy member for bonding or soldering a layer of 

5 another metal thereto has been produced. Leaching or removing titanium from the cleaned surface is not performed in 
completing the preparation or soldering process. It has been discovered that a thin layer of metal from the flux is depos- 
ited by metallic substitution on the contaminant free surface of the alloy. This metal layer resulted from the metallic hal- 
ide within the halogen containing flux and further enhanced the flowing of solder material on the deposited layer and 
contaminant free surface of the nickel-titanium alloy. It was determined that the provision of a nickel-rich interface layer 

10 was not a necessary condition for the preparation or soldering process to be successfully completed. 

[001 2] After preparation of the member surface, the method may further include flowing a solder material in a molten 
state on the metal deposited on the member surface. The method may also include flowing solder in a molten state on 
the surface and on the other member to displace from the alloy surface the flux with the solder flowing on the alloy sur- 
face and cooling the solder on the alloy surface to a solid state. 

15 [001 3] In the method of the present invention, the halogen containing flux may further contain a fluorine compound 
such as hydrofluoric acid in addition to another halogen compound, advantageously coat the alloy member during con- 
taminant removal, the flux comprises an organic carrier such as ethanol amine, which also functions as a flux and pre- 
vents the flux from running off the surface being prepared. 

20 Brief Description of the Drawing 

[0014] 

FIG. 1 depicts a partially sectioned view of a nickel-titanium alloy member wire placed in a pickling solution for at 
25 least partially removing a contaminant oxidation layer from the surface thereof to initiate the method of the present 
invention; 

FIG. 2 depicts the nickel-titanium alloy member wire of FIG. 1 with the contaminant oxidation layer partially 
removed and a flux applied thereto; 

FIG. 3 depicts the alloy member wire of FIG. 2 with the flux heated to its activation temperature for removing the 
30 contaminant oxidation layer thereunder and at least partially leaching titanium from the surface of the base metal 
to form a nickel-rich interface surface; 

FIG. 4 depicts an enlarged sectional view of the alloy member wire of FIG. 3 illustrating the base metal, nickel-rich 
interface surface and layer, and the activated flux with the removed contaminant and the leached titanium sus- 
pended therein; 

35 FIG. 5 depicts the alloy member wire of FIG. 3 with the initial flux layer scrubbed and an additional layer of flux 
applied thereover for removing any remaining contaminant on and leaching additional titanium from the nickel-rich 
interface surface thereof; 

FIG. 6 depicts an enlarged partially sectioned view of the alloy member wire of FIG. 5 with molten solder material 
flowing onto the nickel-rich interface surface and displacing the coating flux layer; 
40 FIG. 7 depicts the alloy member wire of FIG. 6 with another member being applied to the molten solder and cooling 
the solder on the nickel-rich surface and the other member to form a laminate or joint therebetween; 
FIG. 8 depicts the joint or laminate of FIG. 7 with the flux scrubbed from the surfaces of the alloy member wire and 
the other member; 

FIG. 9 depicts an enlarged longitudinal sectional view similar to FIG. 3 illustrating another aspect of the present 
45 invention; 

FIG. 10 depicts an enlarged, partially sectioned longitudinal view of the alloy wire of FIG. 9 with molten solder 
applied thereto; 

FIG. 1 1 depicts the alloy wire member of FIG. 10 with another metallic member applied to the solder material; and 
FIG. 12 depicts a sectioned view of the solder joint of FIG. 1 1 with the flux and contaminant removed therefrom. 

50 

[0015] FIGS. 1 to 8 describe the invention of EP-A-515078 and do not form part of the present invention. They are 
intended to merely describe background information. 

[001 6] Depicted in FIGS. 1 -8 is an illustrative preferred method of preparing the surface of a nickel-titanium alloy mem- 
ber wire for bonding thereto a layer of another metal, such as a solder material, and, electively, thereto another similar 
55 or dissimilar member. The method further includes soldering the nickel-titanium alloy member wire to the other member 
and forming a solder joint therebetween. Also illustrated in FIGS. 1 -8 is a joint comprising the nickel-titanium alloy mem- 
ber wire and an interface surface formed in the surface of the member wire with a flux heated to its activation tempera- 
ture. The flux removes the titanium oxide contaminant layer from the surface and also leaches titanium from the surface 
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to form a nickel-rich surface on which a solder material is readily flowed. The joint further includes a layer of solder or 
other bonding material flowed on the interface surface and a second member adhering to the solder material. Further 
illustrated in FIGS. 1-8 is a laminate comprising a base member of a nickel-titanium alloy with an upper surface of the 
base member having a lower percentage of titanium than throughout the base member as a whole, a layer of solder 

5 material bonded to the upper surface, and a second member bonded to the solder material layer. 

[001 7] After laboratory studies of the above-described method of preparing the surface of a nickel-titanium alloy mem- 
ber wire for bonding a layer of another metal, such as a solder material, thereto, it was noted during application and 
heating of the halogen containing flux to its activation temperature on the surface of a nickel-titanium alloy member that 
a thin layer of tin was deposited on the surface of the member. When heated to its activation temperature, the halogen 

w containing flux removes and suspends the titanium oxide contaminant from the surface of the member. The activated 
flux also deposits a very thin layer of tin on the surface of the nickel-titanium member by metallic substitution prior to 
flowing molten solder material on the tinned alloy member surface. Depicted in FIGs. 9-12 is an illustrative preferred 
method of preparing the surface of a nickel-titanium alloy member for bonding a layer of another metal thereto, which 
includes depositing a metal such as tin from a metallic halide of the halogen containing flux on the member surface. 

15 Also depicted in FIGs. 9-12 is the method of soldering a nickel-titanium alloy member having oxidation on the surface 
thereof to another member. The nickel-titanium alloy member, commonly known as Nitinol, has desirable properties 
such as shape memory and superelasticity which are impaired when the alloy is heated above its annealing tempera- 
ture (typically 600°F). The halogen containing flux removes contaminant oxidation such as titanium oxide (Ti0 2 ) from 
the surface of the alloy member for bonding a layer of another metal to the contaminant free surface or for soldering the 

20 alloy member to another member. The flux also includes a metallic halide for depositing a metal on the contaminant free 
surface of the alloy member. The deposition of this metal from the metallic halide by metallic substitution pre-tins the 
contaminant free surface to further facilitate the flow of solder thereon. The halogen containing flux has activation and 
eutectic temperatures well below the annealing temperature of the alloy member, and also preferably at or below the 
flow temperature of the solder material being utilized. 

25 [0018] FIGs. 9-1 1 also depict a joint comprising a base substrate of a nickel -titanium alloy of which a metal from a 
metallic halide containing flux is deposited on the base substrate. The joint is further characterized by a solder material 
having a melting temperature less than the annealing temperature of the metal alloy and adhering to the metal depos- 
ited on the base substrate. The metallic halide containing flux also preferably has a eutectic temperature at or below the 
flow temperature of the solder material. The halogen containing flux utilized in the preparation and solder methods as 

30 well as the joint includes one or more metallic halides working in combination with another halogen such as fluorine to 
remove the contaminant oxidation from the surface of the nickel-titanium alloy member and to suspend the contamina- 
tion in the activated flux. Metallic halides are used in combination to form a eutectic temperature to that of or below the 
flow temperature of the solder material, which is in turn lower than the annealing temperature than that of the nickel- 
titanium alloy. The eutectic temperature of the metallic halide flux as well as the flow temperature of the solder material 

35 is lower than the annealing temperature of the nickel-titanium alloy to preserve the desirable properties of shape mem- 
ory and superelasticity of the alloy. The metallic halide containing flux also includes an organic amine such as ethanol 
amine as a carrier and active flux component. The organic amine maintains the viscosity of the activated flux to prevent 
reoxidation of the alloy surface. 

[001 9] Depicted in FIG. 1 is a cross-sectional view of distal end 1 1 of nickel-titanium member alloy wire 1 0 submerged 
40 in pickling solution 12. The preferred method of preparing the surface of the nickel-titanium alloy member wire com- 
prises the initial step of at least partially removing titanium oxide layer 13 from base metal substrate layer 14 of nickel- 
titanium alloy member wire 10. By way of example, pickling solution 12 comprises a mixture of 120 ml 52 percent con- 
centration hydrofluoric acid, 600 ml 70 percent concentration nitric acid, and 4,000 ml water. The titanium oxide layer 
constitutes a contaminant that should at least be partially removed from the surface of the alloy member wire to assist 
45 the subsequently applied flux in the removal of the titanium oxide contaminant from the base metal layer. Depending on 
the depth of the titanium oxide layer, the member remains in the pickling solution preferably for a period of time such as 
between one to one and a half minutes to partially etch or dissolve the contaminant layer from the base metal alloy wire. 
Completion of this initial step is evidenced when the member wire with a polished, shiny surface changes color to a light 
grey or when the member wire with a blackened oxidation layer changes color to a dark grey. Experiments with a .6mm 
so (.024") nickel-titanium alloy member wire indicated that no better joint was formed even after the wire was submerged 
in the pickling solution for 30 minutes. In fact, leaving the wire in the picWing solution longer than one and a half minutes 
etched or dissolved the base metal. 

[0020] Nickel -titanium alloy member wire 1 0 comprises a nickel-titanium alloy having nickel by weight in a range of 50 
to 58 percent and titanium by weight in a range of 50 to 42 percent, respectively. Theoretically, when the nickel-titanium 
55 alloy contains these percentages of nickel and titanium, the alloy exhibits desirable well-known shape memory and 
superelastic characteristic properties. Practically, these desirable properties are more pronounceably exhibited with 
alloys including nickel by weight in a range of 52 to 57 percent and titanium by weight in a range of 48 to 43 percent, 
respectively. Iron by weight of up to 3 percent is added in particular applications to add strength to the alloy. In such a 
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case, the alloy contains 52 percent nickel, 45 percent titanium, and 3 percent iron. Trace elements of under 100 ppm 
per element of chromium, copper, iron, molybdenum, zinc, zirconium, and hafnium are permitted. Up to 1 percent of 
chromium and iron are also permitted in the alloy; however, normally no more than .2 percent of chromium and iron are 
added to the alloy to alter the well-known transformation temperature between the martensite and austenite states of 
s the alloy. The transformation temperature of the alloy may also be changed 10 to 12 degrees Celsius by the drawing 
process utilized for the nickel-titanium alloy member wire. Nickel-titanium alloy wire, such as Nitinol, is commercially 
available from Shape Memory Applications, Inc., Sunnyvale, California, and others. 

[0021] Depicted in FIG. 2 is alloy member wire 10 of FIG. 1 removed from the pickling solution. Titanium oxide con- 
taminant layer 13 has been reduced in thickness by the pickling solution, and flux 15 is applied over a portion of the 

10 reduced thickness oxidation layer. Similar to aluminum oxide with respect to aluminum, titanium oxide readily forms on 
the surface of the nickel-titanium metal wire. Reoxidation of the alloy member wire occurs within fractions of a second 
after the pickling solution has removed the oxide layer and base metal 14 has been exposed to air. The flux, commonly 
known as Indalloy Flux No. 3, is an aluminum flux paste commercially available from Indium Corporation of America, 
Utica, New York The use of this flux does not fall within the scope of the claims and the following example is merely for 

15 explanatory purposes. The active ingredients of the flux and their concentration by weight percentage include tin chlo- 
ride (SnCy 13.0 percent, zinc chloride (ZnCI 2 ) 8.0 percent, concentrated hydrofluoric acid (HF-48% active) 14.0 per- 
cent, and ethanolamine (HOCH 2 CH 2 NH2) 65.0 percent. Recommended mixing of these ingredients includes dissolving 
the tin chloride and zinc chloride in the hydrofluoric acid and then adding the ethanolamine. Since the hydrofluoric acid 
is a very active ingredient, the tin chloride and zinc chloride should be completely dissolved in the hydrofluoric acid prior 

20 to adding the ethanolamine. The ethanolamine should be added very slowly to the hydrofluoric acid solution to prevent 
a violent reaction, which can be further avoided by monitoring the temperature of the acid solution for large and rapid 
increases. Protective wear and a ventilated hood should also be utilized. 

[0022] FIG. 3 depicts alloy member wire 1 0 of FIG. 2 with flux 15 being heated to its activation temperature. The acti- 
vation temperature of this flux is approximately 93°C (200 degrees Fahrenheit), and is heated thereto using, for exam- 

25 pie, soldering iron 1 6 set to approximately 232°C (450 degrees Fahrenheit) . The soldering iron temperature is set at the 
lower end of the 177 to 510°C (350 to 950 degree Fahrenheit) range of annealing temperatures of the alloy member 
wire. Since the heat of the soldering iron is only being applied for a short time to heat the flux to its activation tempera- 
ture and to flow subsequently applied solder material, the 232°C (450 degree Fahrenheit) temperature does not 
adversely effect the shape memory and superelastic properties of alloy member wire 1 0. The activation temperature of 

30 this flux may also range as high as 343°C (650 degrees Fahrenheit), which is still below the nominal 399°C (750 degree 
Fahrenheit) annealing temperature of nickel-titanium member wire 10. However, the preferred activation temperature of 
the flux is maintained as low as possible so as not to adversely effect the shape memory and superelastic properties of 
the wire. Heat activated flux 15 removes reduced thickness titanium oxide layer 13 thereunder and suspends the oxida- 
tion therein. The activated flux also removes or leaches titanium from the surface of the base metal nickel-titanium alloy 

35 wire layer to form a nickel-rich interface surface 26. The activated flux also leaches titanium from the base metal layer 
to form a nickel-rich layer 18 under interface surface 26. The leached titanium is believed to combine with the chlorides 
of the flux to form titanium tetrachloride (TiCI 4 ) which is suspended in the flux. The activated flux with the removed tita- 
nium oxide contaminant and leached titanium suspended therein coats the nickel-rich interface surface 26 and layer 1 8 
to prevent further oxidation or reoxidation of the surface or layer. When the soldering iron is removed, the activated flux 

40 cools, forming a solidified coating. 

[0023] The flux used according to the invention must be one which has an activation temperature below the annealing 
temperature of the Nitinol alloy so that the superelastic and shape retention properties are not impaired during the sol- 
dering operation. The flux must be in a form that can be easily applied and in a form that will coat all surfaces of the 
parts to be joined prior to the flow of the solder. It also must be in a form that will stay in place during the soldering pro- 

45 cedure. Preferably the flux is soluble in a readily available low-cost solvent such as water for ease of removal. Further, 
the flux must melt and perform its cleaning function before the solder melts, i.e., the melting and activation temperature 
must be below the melting temperature of solder. Significantly, the flux must remove oxides from the surface of the met- 
als to be joined, preferably by dissolution. The flux with the oxides should flow to the surface so that oxides are removed 
with the flux and are not incorporated into the solder which would adversely change the properties of the joint. 

so [0024] The flux solder system must function below 31 8°C (600°F) preferably below 260°C (500°F), so that the prop- 
erties of Nitinol are not changed adversely by the soldering operation. The flux must protect the solder and base metals 
from reoxidation during the post-solder flow, until the joint has cooled. Preferably, the flux will deposit a metal on the sur- 
face of the Nitinol alloy after cleaning the surface to promote adhesion of the solder to the Nitinol alloy. 
[0025] A wide variety of fluxes can be used according to the invention, not however an aluminum paste flux having 

55 about 13 percent by weight of tin chloride (SnCy, 8 percent by weight zinc chloride (ZnCy. 14 percent weight of con- 
centrated hydrochloric acid (48 percent active) and 65 percent by weight ethanol amine, which has been found to be a 
particularly satisfactory flux composition as disclosed in EP-A-515078. The zinc chloride-tin chloride portion of this flux 
composition has a liquidus (the temperature at which it is completely molten) of 238°C (460°F) and a solidus (the tem- 
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perature at which it is completely solid) of 188°C (370°F). 

[0026] The flux composition according to the invention includes organic flux materials which may also function as car- 
riers to form a paste for the solder. Such organic flux constituents are abietic acid, ethylene diamine glutamic acid, lactic 
acid, phthalic acid, hydrazine hydrobromide oleic acid, stearic acid, urea, and organic amines such as ethanol amine. 
5 [0027] A wide variety of non-metallic halogen compounds are used in the flux composition. Those non-metallic halo- 
gen compounds which are suitable are aniline hydrochloride, glutamic hydrochloride, bromide derivatives of palmitic 
acid, hydrazine hydrochloride (or hydrobromide). 

[0028] Various salt combinations which form eutectic compositions can be used as fluxes according to the invention. 

[0029] The eutectic mixtures which may be used as fluxes according to the invention are as follows: CsF-ZrF 4 ; KF- 
10 LiF; HF-NaF; KF-NaF; KBr-HgBr 2 ; KBr-SrBr 2 ; LiBr-NaBr; KBr-MgBr 2 ; LiBr-BaBr 2 ; NaBr-SrBr 2 ; CdBr 2 -PbBr 2 ; NH 4 Br- 

HgBr 2 ; CdBr 2 -ZnBr 2 ; HgBr 2 -PbBr 2 ; AgCI-BiCI; AgCI-KCI; AgCI-CsCI; AgCI-UCI; AgCI-CuCI; AgCI-NaCI; CsCI-TiCI; 

CsCI-VCI 2 ; CsCI-ZnCI 2 ; CsCI-AICI 3 ; NaCI-SrCI 2 ; NaCI-TiCI 2 ; NaCI-VCI 2 ; NaCI-AICI 3 ; NaCI-FeCI 3 ; Asl 3 -Sbl 3 ; PI 3 -SBi 3 ; 

Nal-Cdl 2 -Pbl 2 ; Br 2 -UF 6 ; AI-Zn-AICI 3 ; Cd-Zn-CdCI 2 -ZnCI 2 ; Zn-ZnCI 2 -AICI 3 ; AI-Zn-ZnCI 2 -AICI 3 ; Mg-Pb-MgCI 2 -PbCI 2 ; 

SiCI 4 -PCI 5 ; SnCI 4 -NbCI 5 ; SnCI 4 -TaCI 5 ; ZrCI 4 -PCI 5 ; MoCI 5 -WCI 6 ; NbCI 5 -WCI 6 ; KCI-NaCI-NbCI 5 -TaCI 5 ; KCI-MgCI 2 - 
15 NbCI 5 -TaCI 5 ; All 3 -Sbl 3 ; All 3 -Snl 4 ; Bl 3 -Sil 4 ; All 3 -Sil 4 ; Hfl 4 -Zrl 4 ; KBr-BaBr 2 ; KBr-CoBr 2 ; NaCI-BiCI 3 ; GaCI-AlCI 3 -GaCI 3 ; 

and Ga 2 CI 4 -GaAICa 4 . 

[0030] Hydrofluoric acid can be present, which is believed to act as a catalyst in promoting the removal of the oxide 

and the deposition of the metallic component of the metallic halide onto the surface of the Nitinol alloy. 

[0031 ] Also shown in FIG. 3 is a top partially cut-away view of nickel-rich interface surface 26 under the activated flux 

20 with islands 21 of titanium oxide remaining thereon. This is due to the unevenness or to the nonuniformity of the titanium 
oxide layer, the flux layer, and the base metal alloy surface. The nickel-rich surface includes titanium by weight in a 
range of approximately 49.5 to 0 percent and nickel by weight in the range of 50.5 to 100 percent, depending on the 
initial concentration of the alloy member wire. The nickel-rich surface and layer includes a higher percentage of nickel 
and a lower percentage of titanium than that of base metal alloy layer 14. A higher percentage of nickel or a lower per- 

25 centage of titanium increases the flow of solder material on the interface surface and strengthens the metallic bond ther- 
ebetween. The preferred method also includes wiping or scrubbing the activated flux with the removed titanium oxide 
particles and leached titanium suspended therein from nickel-rich interface surface 26. This is performed by wiping the 
flux from the surface of the wire in a well-known manner or scrubbing the surface by submerging and agitating the sur- 
face of the wire in a soapy water solution. Not all of the flux is removed in this process. However, the remaining coating 

30 of flux acts to prevent further oxidation or reoxidation of the surface. 

[0032] FIG. 4 depicts an enlarged, longitudinal sectional view of FIG. 3 illustrating base metal layer 14 of alloy wire 
10, nickel-rich interface surface 26, nickel-rich interface layer 18, and flux 15 thereon with removed titanium oxide par- 
ticles 17 from titanium oxide layer 13 suspended therein. The activated flux also leaches titanium from the base metal 
alloy member surface shown as particles 20 and suspends them therein as titanium tetrachloride. As shown, nickel-rich 

35 interface surface 26 is etched having pores 19 formed therein with residual islands 21 of titanium oxide remaining ther- 
eon. Titanium is at least partially removed or etched from the surface of the alloy member wire, leaving nickel-rich inter- 
face surface 26 and layer 18. 

[0033] FIG. 5 depicts alloy member wire 1 0 of FIG. 3 with initial flux layer 1 5 partially scrubbed from the surface of the 
wire and an additional layer of flux 22 applied thereover. The additional layer of flux when activated removes and sus- 

40 pends any titanium oxide remaining on the surface thereof and further leaches and suspends titanium from interface 
surface 26 and interface layer 18 of alloy member wire 10. Although this step is not absolutely necessary, experiments 
have indicated that the solder joint or laminate formed by base metal layer 1 4, nickel-rich surface 26, and a solder mate- 
rial is 25 percent stronger. Likewise, the step of submerging or applying a pickling solution to the titanium oxide layer 
also increases the strength of the solder joint or laminate by another 25 percent. 

45 [0034] Additional flux layer 22 is heated to its activation temperature to suspend any additional titanium oxide contam- 
inant particles and to further leach titanium from the nickel-rich interface surface and layer. Additional flux layer 22 also 
provides a liquid or solidified coating to protect the nickel-rich interface surface and layer of the wire from further oxida- 
tion or reoxidation. 

[0035] Depicted in FIG. 6 is an enlarged, partially sectioned, longitudinal view of alloy member wire 1 0 of FIG. 5 with 
so molten solder material 23 being flowed on nickel-rich interface surface 26 and displacing flux coating 22 therefrom. Sol- 
dering iron 16 heats flux 22 having removed titanium oxide particles 17 and leached titanium particles 20 suspended 
therein to above its activation temperature and solder material 23 to a molten state. Molten solder material 23 flows on 
nickel-rich interface surface 26 and then cools to form solidified solder material 24 and a good metallic bond with nickel- 
rich interface surface 26 and layer 18. The flowing molten solder material fills pores 19 in and on nickel-rich interface 
55 surface 26 and layer 1 8. As molten solder material 23 flows on the nickel-rich interface surface, flux coating 22 is burned 
off or displaced onto titanium oxide layer 13. As a result, a joint is formed comprising base metal nickel-titanium alloy 
14, interface layer 18 and surface 26 having a percentage of nickel greater than the base metal alloy, and solder mate- 
rial 24. This joint can also be characterized or described as a laminate comprising a base member of a nickel-titanium 
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alloy 14 and upper surface 26 of the base member having a lower percentage of titanium than throughout the base 
member as a whole, and a layer of solder material 24 bonded to upper surface 26. As previously described, solder 
material 24 adheres to nickel-rich interface surface 26 and has a melting point temperature less than the annealing tem- 
perature of the base metal alloy so as not to adversely effect the shape memory and superelastic properties of the base 

5 metal alloy member wire. 

[0036] The preferred solder material for the joint or laminate is a tin-silver composition consisting by weight of 96.5 
percent tin and 3.5 percent silver and having a melting temperature of 221 degrees Celsius (429 degrees Fahrenheit). 
The metallic bond formed by this composition solder is qualitatively described as excellent. The solder material may 
also be formed from the group of elements consisting of gold, nickel, indium, tin, silver, cadmium, lead, zirconium, and 

10 hafnium. Table A includes a list of commercially available solders along with their compositions and melting point tem- 
peratures as well as a qualitative assessment of the resulting metallic bond formed with a 0.06 cms. (.024") Nitinol alloy 
member wire. This table includes only solder material tested, and other comparable solder material formed from the 
above group of elements and their equivalents are contemplated. 

15 

TABLE A 



Indium Company No. 


Composition (By Weight 
Percent) 


Melting Point (°C) 


Results 


150 


81 Pb, 19 In 


280 


fair 


201 


91 Sn,9Zn 


199 


fair 


9 


70 Sn, 18 Pb, 12 In 


162 


poor 


104 


62.5 Sn, 36.1 Pb, 1.4 Ag 


179 


fair 


8 


44 In, 42 Sn, 14Cd 


93 


good 


1 


50 In, 50 Sn 


125 


poor 


133 


95 Sn, 5 Sb 


240 


good 


2 


80 In, 15Pb,5Ag 


155 


fair 


204 


70 In, 30 Pb 


174 


good 


106 


63 Sn, 37 Pb 


183 


fair 


10 


75 Pb, 25 In 


260 


good 


7 


50 In, 50 Pb 


269 


poor 


181 


51.2 Sn, 30.6 Pb, 18.2 Cd 


145 


good 


165 


97.5 Pb,1.5Ag,1Sn 


309 


good 


164 


92.5 Pb, 5 In, 2.5 Ag 


310 


good 


171 


95 Pb, 5 In 


314 


good 


121 


96.5 Sn, 3.5 Ag 


221 


excellent 


Allstate Company 


96 Sn, 4 Ag 


220 


excellent 


Western Gold & Platinum Company 


80 Au, 20 Sn 


280 


poor 



[0037] To measure the advantages of the pickling solution step and the step of applying an additional layer of flux, 
pull-tests were performed on a 0.06 cms (.024") diameter Nitinol wire tapered to 0.01 cms (.004") with a 0.01 cms 

so (.004") platinum wire coil wound around the tapered end. Joint breakage occurred with 907 to 1 360 gms (2 to 3 pounds) 
applied for a single flux layer joint, 1 360 to 2268 gms (3 to 5 pounds) applied for a double flux layer joint, and (4.5 to 7 
pounds) 2041 to 3175 gms. applied to a double flux layer and pickling solution prepared joint. The 0.01 cms (.004") 
diameter Nitinol wire tip usually broke with 31 75 gms (7 pounds) applied thereto. In addition, pull-tests were performed 
on a 0.06 cms (.024") diameter Nitinol wire bonded with a 3 mm by 2 mm tin-silver solder joint to a wire of platinum, 

55 stainless steel, and Nitinol. Table B includes a summary of the results obtained from these pull-tests. 
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TABLE B 



Pull Test Results in N (Pounds) 


Metal 


Testl 


Test 2 


Test 3 


Test 4 


Test 5 


Platinum 


29 (6.5) 


24.5 (5.5) 


27.5 (6.2) 


27.5 (6.2) 


29 (6.5) 


Stainless Steel 


19 (4.3) 


18.7(4.2) 


22 (5.0) 


18.7 (4.2) 


18.7(4.2) 


Nitinol 


17.8(4.0) 


15.5(3.5) 


16.5 (3.7) 


15.5 (3.5) 


16.9(3.8) 



[0038] The pull-tests indicated that the platinum wire formed the strongest joint with the 0.06 cms (.024") Nitinol wire. 
Since platinum is highly solderable, this result was expected. Stainless steel is extremely difficult to solder, thus the 

is lower strength pull-test result was also expected. The Nitinol to Nitinol solder joint produced the lowest strength pull-test 
results. The metallic bonding or soldering of Nitinol to Nitinol provides a joint in which the interface layer broke away 
from the base metal substrate even though wetting and flowing occurred. The solder material also appeared to fracture 
as the interface layer broke away from the base metal substrate. Nevertheless, the Nitinol to Nitinol joint still provided a 
satisfactory bond for use in medical devices such as wire guides and the like. It is also contemplated that the use of a 

20 separate flux formulated for each different material for removing contaminants such as oxidation from the surface 
thereof would form a stronger joint. For example, the use of a flux specifically designed for wetting stainless steel and 
a separate flux for wetting the Nitinol wire would be contemplated to provide a stronger joint when the two metals were 
soldered together. 

[0039] Depicted in FIG. 7 is alloy member 10 of FIG. 6 with another metallic member 25 having been added to the 

25 molten solder and cooled to form solidified material 24. As a result, metallic member 25 is bonded or adheres to the 
solder material to form a laminate or joint. Metallic member 25 may be another nickel-titanium member wire having a 
nickel-rich interface surface formed therein, a stainless steel alloy member, a platinum member, or other metal member. 
Member 25 is applied to the molten solder which cools to form solidified solder material 24 for bonding two members 
together. The molten solder flows on nickel-rich interface surface 26 of layer 18 and the surface of member 25. The mol- 

30 ten solder material is cooled to bond the two members together. Thus, a joint is formed comprising a nickel-titanium 
alloy member 10, an interface layer 18 formed in the surface of the member and having titanium oxide contaminant 13 
removed and a predetermined amount of titanium at least partially removed therefrom with flux 22 heated to its activa- 
tion temperature. The joint further comprises a bonding material 24 coated on and adhering to interface layer 18 and 
member 25 bonded to the same solder material 24. The joint may also be characterized as a base substrate 14 of a 

35 metal alloy having by weight a given percentage of nickel and titanium resulting in an alloy having superelastic and 
shape memory properties. The metal alloy has an annealing temperature above which the superelastic and shape 
memory properties are impaired. The joint further comprises nickel-rich interface layer 18 on base substrate 14 which 
has a greater percentage of nickel and a lower percentage of titanium than of the base substrate. Solder material 24 
has a melting temperature less than the annealing temperature of the base metal alloy adhering to interface layer 18. 

40 The joint is formed as previously described. As previously suggested, flux 22 with removed titanium oxide contaminant 
particles 17 and titanium 20 suspended therein is displaced by the molten solder onto titanium oxide layer 13. Flux 22 
also forms a layer over solidified solder material 24 as shown. 

[0040] Depicted in FIG. 8 is a sectioned view of the solder joint of FIG. 7 and further illustrating the step of scrubbing 
the flux from the surfaces of alloy member wire 10 and other member 25. The flux is cleaned from the titanium oxide 

45 layer 13 as well as the solidified solder material 24 using any of a number of well-known techniques, for example, the 
use of water with mechanical scrubbing or the use of ultrasound, abrasives, or cleaning solutions. 
[0041] A number of experiments were performed using the joint, laminate, and method for preparing the surface of a 
Nitinol wire and bonding to a layer of metal such as solder material and, electively, to another member. One test was 
conducted to determine whether the flux removed titanium as well as titanium oxide from the wire surface. The outside 

so diameter of the Nitinol wire was measured, and the wire was treated with flux at the activation temperature for several 
hours. The outside diameter of the wire exhibited a significant decrease past the depth of the oxidation, indicating that 
material was removed from the surface of the base metal nickel-titanium alloy member wire. After treatment, the surface 
of the Nitinol wire resisted oxidation in air, indicating that titanium was removed from the nickel-rich surface of the Nitinol 
wire which remained for bonding solder material thereto. 

55 [0042] One specific example of the use of the method with respect to a percutaneous medical device known as a wire 
guide was utilized in soldering a 0.01 cms (.004") platinum wire coil having an outside diameter of 0.036 cms (.014") 
and a length of 2 to 3 cm to a 0.06 cms (.024") diameter Nitinol mandril wire approximately 165 to 180 cm in length. The 
distal end of the Nitinol mandril wire was tapered to 0.01 cms (.004") and the platinum wire coil positioned over the 
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tapered distal end. The Nitinol mandril wire was submerged in the aforementioned pickling solution for one and a half 
minutes, and a first layer of Indalloy aluminum flux paste No. 3 (the use of this flux, however, does not fall within the 
scope of the claims) was applied to distal 1 .5 to 2 cm about the tapered distal end of the wire. The flux was heated to 
above its activation temperature of 93°C (200 degrees Fahrenheit) with a 221 °C (430 degree Fahrenheit) soldering iron 
s tip. The activated flux was wiped from the distal end of the tapered mandril wire. The platinum wire coil was placed over 
the tapered distal end of the mandril wire, and an additional layer of flux paste applied to the wire coil and mandril. The 
additional layer of flux was then heated to above its activation temperature and Indium tin-silver solder No. 121 was 
flowed on the wetted distal end. The solder readily flowed over the wire coil and tapered distal end of the mandril wire. 
The solder was allowed to cool, thereby forming a metallic bond or joint between the platinum wire coil and the Nitinol 
10 mandril wire. Other medical devices using a nickel-titanium or Nitinol alloy member are contemplated. 

[0043] FIG. 9 depicts an enlarged, longitudinal sectional view similar to FIG. 3 illustrating another aspect of base layer 
14 of alloy wire 10 with metal layer 27 being deposited on contaminant free surface 28 of the base layer when halogen 
containing flux 15 is heated to its activation temperature. The activated, halogen containing flux suspends titanium 
oxide particles 1 7 when removed from titanium oxide layer 1 3 formed on the surface of the alloy member. A metallic hai- 
rs ide such as tin chloride (SnCy of the halogen containing flux deposits by metallic substitution thin layer 27 of tin on 
contaminant free surface 28 of the base metal layer. Soldering iron 16 is utilized to heat halogen containing flux 15 to 
its activation temperature. 

[0044] Depicted in FIG. 10 is an enlarged, partially sectioned longitudinal view of alloy wire 10 of FIG. 9 with molten 
solder material 23 being flowed on contaminant free surface 28 and displacing flux coating 15 therefrom. As previously 

20 indicated, soldering iron 16 heats halogen containing flux 15 to its activation temperature to remove and suspend tita- 
nium oxide particles 17 from alloy surface 28. Thin layer 27 of tin is deposited by well-known metallic substitution from 
the heated halogen containing flux on contaminant free surface 28 of alloy wire member 14. The soldering iron also 
heats solder material 23 to a molten state. Molten solder material 23 of, for example, silver tin solder, flows on deposited 
tin layer 27, combines with the tin layer as illustrated by phantom line 29, and then cools to form solidified solder mate- 

25 rial 24. As a result, a good metallic bond is formed between the tin-silver solder and the tin layer on contaminant free 
surface 28 of the alloy wire member 14. As molten solder material 23 flows on tin layer 27, flux 15 is burned off or dis- 
placed onto titanium oxide layer 13. A joint is formed comprising a base substrate of nickel-titanium alloy layer 14, tin 
layer 27 on contaminant free surface 28 of the alloy member wire, and solder material 24. The metal deposited on the 
surface of the base substrate is formed from the metallic halide containing flux by metallic substitution. The activation 

30 temperature of the flux is below the annealing temperature of the base substrate as well as the melting temperature of 
the tin-silver solder material. The joint is also characterized by the solder material, which adheres to the metal deposited 
on the base substrate. The melting temperature of the solder as well as the activation temperature of the flux is selected 
to be below that of the base metal alloy so as not to adversely affect the shape memory and superelastic properties of 
base metal alloy member wire 14. 

35 [0045] Depicted in FIG. 1 1 is alloy wire member 1 0 of FIG. 1 0 with another metallic member 25 such as platinum hav- 
ing been added to the molten solder and cooled to form solidified material 24. As a result, metallic member 25 is bonded 
or adheres to the solder material to form a laminate or joint. Member 25 is applied to the molten solder which cools to 
form a solidified material for bonding the two members together. Thus, a joint is formed comprising a nickel-titanium 
alloy member 1 4 and a layer 27 of tin, as indicated by phantom line 29 on contaminant free surface 28 of the alloy mem- 

40 ber. The joint further comprises bonding material 24 adhering to or forming with tin layer 27 to complete the joint. As 
previously suggested, flux 15 with removed titanium oxide contaminant particles 17 is displaced by the molten solder 
onto titanium oxide layer 1 7. As a result, flux 1 5 forms a layer over solidified solder material 24, as shown. 
[0046] Depicted in FIG. 1 2 is a sectioned view of the solder joint of FIG. 1 1 , which further illustrates the step of clean- 
ing the flux from alloy member 10 and other member 25. The water soluble flux is cleaned from the titanium oxide layer 

45 13 as well as the solidified solder material 24 on contaminant free surface 28 of the alloy using any of a number of well- 
known techniques, for example, involving the use of water with commercially available detergents to clean the acid and 
any organic films remaining thereon. Mechanical scrubbing or the use of ultrasound, abrasives, or other cleaning solu- 
tions is also contemplated. 

[0047] In summary, the present invention solves the problem of bonding or soldering to nickel-titanium alloys such as 
so Nitinol and without adversely degrading the desirable shape memory and superelastic properties of the alloy. The flux 
utilized with this invention advantageously removes the outer layer of titanium dioxide from the surface of the alloy, 
which heretofore had prevented traditional fluxes from wetting and solder material from flowing on the surface to form 
a good metallic bond or joint. The results from the use of this flux was totally unexpected since the flux was designated 
for use with aluminum. Furthermore, Indalloy Flux No. 2, which is a specialty flux mixture for soldering high chromium 
55 content alloys, was suggested for use in soldering to Nitinol, but did not even flow tin-silver solder No. 121 . The flux of 
the present invention advantageously removes the titanium oxide contaminant layer from the surface of the Nitinol and 
further provides a coating layer to prevent reoxidation of the base metal substrate during the soldering process. Here- 
tofore, nickel-titanium alloys such as Nitinol were believed not solderable. Unexpectedly, the present invention solves 
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these problems by providing an acceptable joint by which Nitinol is bondable to itself and other metals and, in addition, 
without affecting the shape memory and superelastic properties of the Nitinol. Previously, it was known that Nitinol could 
be brazed; however, the brazing process destroyed the shape memory and superelastic properties of the alloy, which 
renders it unacceptable for many medical device applications. 

[0048] The solder joint, laminate, and the method of preparing the surface of the nickel-titanium alloy member for 
bonding solder material thereto have been illustrated and described in the drawing and foregoing description, the same 
is to be considered illustrative and not restrictive in character. It is to be understood that only the preferred embodiment 
has been shown and that all changes and modifications that come within the scope of the claims are to be protected. 
In particular, it is contemplated that different composition solder materials may be utilized that more closely conform to 
the desired characteristics, such as flexibility, tensile strength, and hardness of the nickel-titanium alloy member. Fur- 
thermore, the percentages of nickel and titanium in the alloy may be varied or other small percentages of elements uti- 
lized to exhibit modified or different shape memory and superelastic properties and to provide different annealing 
temperatures. It is further contemplated that a high temperature solder material may be used to form a small initial joint, 
and a larger deposit of a low temperature solder material be subsequently applied to form a stronger overall joint. This 
is particularly useful when bonding materials that are extremely difficult to solder, such as when soldering wires end to 
end or soldering Nitinol to Nitinol. The method of preparing a nickel-titanium alloy member surface for bonding another 
layer of metal thereto is believed to involve the removal of the outside titanium oxide layer and the leaching of titanium 
from the base metal substrate. However, the use of the aluminum paste flux is not completely understood since the use 
of this flux with aluminum involves removing the outside aluminum oxide layer and replacing aluminum in the base metal 
substrate with zinc which is present in the flux. Accordingly, it is contemplated that titanium in the base metal substrate 
of the alloy may be replaced with zinc in the flux. However, since the results of the present invention were totally unex- 
pected, only further tests can substantiate or refute this contemplation. 

Claims 

25 

1. A method of preparing a surface of a nickel-titanium alloy member for bonding another metal thereto, the method 
comprising the steps of applying to the member a flux having an activation temperature below a predetermined 
annealing temperature of the alloy member, the flux having a composition suitable for removing a contaminant from 
the member surface, and for further removing portions of titanium from the member surface by substitution thereof 

30 by metal or metals from the flux, and removing with the flux the contaminant and the substituted titanium from the 
member surface, wherein the flux comprises: a carrier selected from abietic acid, ethylene diamine glutamic acid, 
lactic acid, phthalic acid, hydrazine hydrobromide oleic acid, stearic acid, urea, and organic amines such as ethanol 
amine; a non-metallic halogen compound selected from anline hydrochloride, glutamic hydrochloride, bromide 
derivatives of palmitic acid, hydrazine hydrochloride or hydrobromide, and an eutectic mixture selected from CsF- 

35 ZrF 4 ; KF-LiF; HF-NaF; KF-NaF; KBr-HgBr 2 ; KBr-SrBr 2 ; UBr-NaBr; KBr-MgBr 2 ; UBr-BaBr 2 : NaBr-SrBr 2 ; CdBr 2 - 
PbBr 2 ; NH 4 Br-HgBr 2 ; CdBr 2 -2nBr 2 ; HgBr 2 -PbBr 2 ; AgCI-BiCI; AgCI-KCI; AgCI-CsCI; AgCI-LiCI; AgCI-CuCI; AgCI- 
NaCI; CsCI-TiCI; CsCI-VCI 2 ; CsCI-ZnCI 2 ; CsCI-AICI 3 ; NaCI-SrCI 2 ; NaCI-TiCl 2 ; NaCI-VCI 2 ; NaCI-AICI 3 ; NaCI-FeCI 3 ; 
Asl 3 -Sbl 3 ; PI 3 -SBi 3 ; Nal-Cdl 2 -Pbl 2 ; Br 2 -UF 6 ; Al-Zn-AICI 3 ; Cd-Zn-CdCI 2 -ZnCI 2 ; Zn-ZnCI 2 -AICI 3 ; AI-Zn-ZnCI 2 -AICI 3 ; 
Mg-Pb-MgCI 2 -PbCI 2 ; SiCI 4 -PCI 5 ; SnCI 4 -NbCI 5 ; SnCl 4 -TaCI 5 ; ZrCI 4 -PCI 5 ; MoCI 5 -WCI 6 ; NbCI 5 -WCI 6 ; KCI-NaCI- 

40 NbCI 5 -TaCI 5 ; KCI-MgCI 2 -NbCI 5 -TaCI 5 ; All 3 -Sbl 3 ; All 3 -Snl 4 ; Bl 3 -Sil 4 ; All 3 -Sil 4 ; Hfl 4 -Zrl 4 ; KBr-BaBr 2 ; KBr-CoBr 2 ; 
NaCI-BiCI 3 ; GaCI-AICI 3 -GaCI 3 ; and Ga 2 CI 4 -GaAICa 4 . 

2. The method of claim 1 , wherein said halogen containing flux further contains hydrofluoric acid. 

45 3. The method of claim 1 further comprising flowing a solder material in a molten state on said metal after said metal 
is deposited on said member surface. 

4. A method according to claim 3, wherein the solder in a molten state is flowed on said surface and on another mem- 
ber to thereby displace from said surface said flux with said solder flowing on said surface; and 

50 

cooling said solder on said surface to a solid state. 
Patentanspruche 

55 1. Verfahren zur Vorbereitung eine Oberfiache eines Bauelements aus Nickel-Titan-Legierung zur Verbindung mit 
einem anderen Metall, bei dem man auf das Bauelement ein FluBmittel mit einer Aktivierungstemperatur unterhalb 
einer vorbestimmten GIQhtemperatur des Legierungsbauelements aufbringt, wobei das FluBmittel eine zur Entfer- 
nung einer Verunreinigung von der Bauelementoberfiache und zur weiteren zumindest teilweisen Entfernung von 
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Trtan von der Bauelementoberfiache durch Ersatz durch Metall bzw. Metalle aus dem FluBmittel geeignete 
Zusammensetzung aufweist, und mit dem FluBmittel die Verunreinigung und das ersetzte Titan von der Bauele- 
mentoberfiache entfernt, wobei das FluBmittel enthalt: einen Trager aus der Gruppe Abietinsaure, Ethytendiamin- 
Glutaminsaure, Milchsaure, Phthalsaure, Hydrazinhydrobromid-Oleinsaure, Stearinsaure, Harnstoff und organi- 

s schen Aminen wie Ethanolamin; eine nichtmetallische Halogenverbindung aus der Gruppe Anilinhydrochlorid, 
Glutaminsaurehydrochlorid, Bromderivaten der Palmitinsaure, Hydrazinhydrochlorid Oder -hydrobromid und ein 
eutektisches Gemisch aus der Gruppe CsF-ZrF 4 ; KF-LiF; HF-NaF; KF-NaF; KBr-HgBr 2 ; KBr-SrBr 2 ; LiBr-NaBr; 
KBr-MgBr 2 ; LiBr-BaBr 2 ; NaBr-SrBr 2 ; CdBr 2 -PbBr 2 ; NH 4 Br-HgBr 2 ; CdBr 2 -ZnBr 2 ; HgBr 2 -PbBr 2 ; AgCI-BiCI; AgCI- 
KCI; AgCI-CsCI; AgCI-LiCI; AgCI-CuCI; AgCI-NaCI; CsCI-TiCI; CsCI-VCI 2 ; CsCI-ZnCI 2 ; CsCI-AICI 3 ; NaCI-SrCI 2 ; 

10 NaCI-TiCI 2 ; NaCI-VCI 2 ; NaCI-AICI 3 ; NaCI-FeCI 3 ; Asl 3 -Sbl 3 ; Pl 3 -Sbl 3 ; Nal-Cdl 2 -Pbl 2 ; Br 2 -UF 6 ; AI-Zn-AICI 3 ; Cd-Zn- 
CdCI 2 -ZnCI 2 ; Zn-ZnCI 2 -AICI 3 ; AI-Zn-ZnCI 2 -A!CI 3 ; Mg-Pb-MgCI 2 -PbCI 2 ; SiCI 4 -PCI 5 ; SnCI 4 -NbCI 5 ; SnCI 4 -TaCI 5 ; 
ZrCI 4 -PCI 5 ; MoCI 5 -WCI 6 ; NbCI 5 -WCI 6 ; KCI-NaCI-NbCI 5 -TaCI 5 ; KCI-MgCI 2 -NbCI 5 -TaCI 5 ; All 3 -Sbl 3 ; All 3 -Snl 4 ; Bl 3 - 
Sil 4 ; All 3 -Sil 4 ; Hfl 4 -Zrl 4 ; KBr-BaBr 2 ; KBr-CoBr 2 ; NaCI-BiCI 3 ; GaCI-AICI 3 -GaCI 3 und Ga^U-GaAICa^ 

15 2. Verfahren nach Anspruch 1 , bei dem das halogenhaltige FluBmittel auBerdem auch noch Fluorwasserstoffsaure 
enthalt. 

3. Verfahren nach Anspruch 1 , bei dem man ferner nach dem Aufbringen des Metalls auf die Bauelementoberfiache 
eine Ldtmasse in schmelzflussigem Zustand auf das Metall flieBen laBt. 

20 

4. Verfahren nach Anspruch 3, bei dem man das LOtmittel in schmelzflussigem Zustand auf die Oberf lache und auf 
ein anderes Bauelement flieBen laBt und dadurch das FluBmittel mit dem auf die Oberf lache f lieBenden L6tmrttel 
verdrangt und 

25 das LOtmittel auf der Oberf lache bis zum festen Zustand abkOhlt. 

Revendicatlons 

1. Proc6d6 de preparation d'une surface d'un Element en alliage nickel-titane pour y lier un autre metal, le proc£d£ 
30 comprenant les Stapes consistant a appliquer a I*6l6merrt un flux ayant une temperature d'activation inf^rieure a 

une temperature de recuit predeterminee de reiement en alliage, le flux ayant une composition appropriee pour 6!i- 
miner un contaminant de la surface de reiement, et pour eiiminer par ailleurs des parties de titane de la surface de 
reiement en y substituant un metal ou des metaux du flux, et a eiiminer avec le flux le contaminant et le titane subs- 
titue de la surface de reiement, dans lequel le flux comprend: un vehicule choisi parmi I'acide abietique, I'acide 

35 ethyienediamineglutamique, i'acide lactique, I'acide phtalique, le bromhydrate d'hydrazine, I'acide oieique, I'acide 
stearique, Puree et les amines organiques tellesque rethanolamine; et un compose halogene non metallique choisi 
parmi le chlorhydrate d'aniline, le chlorhydrate glutamique, les d6riv6s brom6s de I'acide palmitique, !e chlorhydrate 
ou le bromhydrate d'hydrazine, et un melange eutectique choisi parmi 

CsF-ZrF 4 ; KF-LiF; HF-NaF; KF-NaF, KBr-HgBr 2 ; KBr-SrBr 2 ; UBr-NaBr; KBr-MgBr 2 ; LiBr-BaBr 2 ; NaBr- 

40 SrBr 2 ;CdBr 2 -PbBr 2 ; NH 4 Br-HgBr 2 ; CdBr 2 -ZnBr 2 ; HgBr 2 -PbBr 2 ; AgCI-BiCI; AgCI-KCI; AgCI-CsCI; AgCI-UCI; AgCI- 
CuCI; AgCI-NaCI; CsCI-TiCI; CsCI-VCI 2 ; CsCI-ZnCI 2 ; CsCI-AICI 3 ; NaCI-SrCI 2 ; NaCI-TiCI 2 ; NaCI-VCI 2 ; NaCI-AICI 3 ; 
NaCI-FeCI 3 ; Asl 3 -Sbl 3 ; PI 3 -SBi 3 ; Nal-Cdl 2 -Pbl 2 ; Br 2 -UF 6 ; AI-Zn-AICI 3 ; Cd-Zn-CdCI 2 -ZnCI 2 ; Zn-ZnCI 2 -AICI 3 ; Al-Zn- 
ZnCI 2 -AICI 3 ; Mg-Pb-MgCI 2 -PbCI 2 ; SiCI 4 -PCI 5 ; SnCI 4 -NbCI 5 ; SnCI 4 -TaCI 5 ; ZrCI 4 -PCI 5 ; MoCI 5 -WCI 6 ; NbCI 5 -WCI 6 ; 
KCI-NaCI-NbCI 5 -TaCI 5 ; KCI-MgCI 2 - NbCI 5 -TaCI 5 ; All 3 -Sbl 3 ; All 3 - Snl 4 ; Bl 3 -Sil 4 ; All 3 -Sil 4 ; Hfl 4 -Zrl 4 ; KBr-BaBr 2 ; KBr- 

45 CoBr 2 ; NaCI-BiCI 3 ; GaCI-AICI 3 -GaCI 3 ; et Ga 2 CI 4 -GaAICa 4 . 

2. Precede selon la revendication 1 , dans lequel ledit flux contenant un halogene contient par ailleurs de I'acide f luo- 
rhydrique. 

so 3. Procede selon la revendication 1 , comprenant en outre le fait de faire couler un materiau de soudure a retain a 
I'etat fondu sur ledit metal apres avoir depose ledit metal sur la surface dudit element. 

4. Procede selon la revendication 3, dans lequel on fait couler la soudure a retain a I'etat fondu sur ladite surface et 
sur un autre element afin de deplacer de ladite surface ledit flux a I'aide de recoupment de ladite soudure a retain 
55 sur ladite surface; et 

ref roidir ladite soudure a retain sur ladite surface jusqu'a I'etat solide. 
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